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[57)  ABSTRACT

A method of forming a metal strip having a raised side
uniformly plated with a layer of a different metal or
metal alloy, preferably a precious metal, wherein the
plating metal layer is applied to the flat strip and there-
after the strip is folded lengthwise to raise the plated
side of the strip in order to obtain the desired profile.
The method allows to apply the plating layer on a flat
surface which can be easily done by known processes,
the strip being bent together-with the layer to form said
raised uniformly plated side.

6 Claims, 6 Drawing Figures.
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' METHOD OF PRODUCING A PROFILE STRIP

BACKGROUND OF THE INVENTION

1. Field of the Invention :

- The invention relates to a method of producmg a
profile strip having at one side a raised center area
which is at least partially plated with a layer of a metal
or a metal alloy, preferably a precious metal or metal
alloy. |

2. Description of the Prmr Art | | .

~ Such profile strips or wires are used, for example, in
the manufacture of contact members wherein the plated
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sides of the strips become the contacting sides of 15

contact members. The plating layer consists of precious
metal or metal alloys to provide for good current con-
ductivity and. a high corrosion resistance.. The pre-
treated contact strip is then usually welded .onto a flat
carrier member. For good support it should, conse-
quently, have a flat underside or it might have projec-
tions extending lengthwise on the strip underside which
facilitate welding the strip to such carrier member. ~

The precious metal layer has to extend over a rela- -

tively large area on the raised side of such a profile strip
in order to protect the specific contact area, which is
about in the center of the profile strip, safely from cor-
rosion, to prevent flaking of the layer at the edges by

corrosion and to provide for a relatively wide contact

area since the position of the opposite contact is not
always properly adjusted. To provide a plating layer
only at the predetermined contact area is not sufficient.
The same is true, of course, if the contact area is formed
not in the center of the contact strip but at its sides.
Such profile strips are usually manufactured by roll-
ing the strip to its desired shape. Precious metal is then
selectively deposited on the raised side of the strip.

Usually, the precious metal is applied by electroplating,

by vapor deposition or by another deposition method.
In any case, however, and particularly when electro-
plated, the deposited layer, that is the precious metal
layer, has its greatest thickness in the center of the

raised area of the profile strip, that is in cross-section,

the layer is sickle-shaped. The metal layer thickness in
the center may very well be twice of that at the edges.
Since, however, the thickness necessary at the edges
‘would usually be sufficient also for the center contact
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SUMMARY OF THE INVENTION
Wlth the method according to the invention, a metal
StI‘lp havmg one side raised and a layer of a different

metal, preferably a precmus metal or metal alloy, dis-
posed on the raised side is made by depositing the layer

of different metal first on a flat metal strip and then

foldmg the flat metal strip along its longitudinal axis
such that the side w1th said layer is curved outwardly
and the strip cross-section assumes the desired proﬁ]e

- The profile strip is no longer formed into its final
shape before it is plated and no metal is scraped off after

‘plating to obtain the desired shape rather, the desired

metal layer is applied to one side of a flat strip in a
known manner. This way the metal layer may be evenly
applied over the full width and it may be applied easily
and in any desired thickness by any of the known depos-

iting methods. Only after deposxtlon of the Iayer the still

flat strip is folded along its longltudmal axis in such a
way that the desired strip profile is obtained. The strlp

‘can be folded in a continuous manner by rolling or in a
discontinuous manner by stamplng Care must be taken,

however, that, in the process of rolling, the strip is not
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area, precious metal is deposited in unnecessarily large

amounts; that 1s, it 1s wasted. Nevertheless, it is difficult
to provide by electroplating but also by vapor deposi-
tion layers which have the necessary thickness. Usually,
the thickness necessary at the edges of the layer is not
achieved. It is also disadvantageous that no metal alloys
can be deposited by the methods known in the art.

It is also known to first completely plate the metal
strips and then to scrape off the unnecessary material to
give the strip and the layer thereon the desired shape.
This method however is wasteful and very expensive,
and consequently, it 1s usually uneconomical.

It i1s accordingly desirable to provide a method of
producing plated profile strips wherein only the neces-
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sary amount of plating material is deposited and the

plating material layer has an even thickness over its full
width and wherein alloys can be used as plating materi-
als. Also, manufacture of such plated strips should be
simple and inexpensive.
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~stretched excesswely, at least not at its plate side so that

the thickness of the metal layer remains at the desired
value. Depending on the thickness of the strip it is there-
fore desirable to use more than one folding or operating
step. The number of steps however depends .also on the
kind of material of which the strlp consists.

In any case, the end result is a profile strip whose
raised side has applied thereto a uniform layer of a metal
different from the metal of the strip. Such a profile strip
is less expensive than corresponding metal strips made
by prior art methods since only the necessary amount of
the precious plating metal is consumed. It is further to
be noted that the manufacture of the metal strip is very
economical because a simple folding process may be
used and any precious metal or metal alloy may be used
for plating the base metal strip.

‘The metal strip 1s normally flat at its underside so that
it is thickest at its center. To facilitate forming of the
metal strip to the desired shape, the sides of the flat base
metal band may be tapered. It is also possible to provide
a profile on the underside of the metal strip.

BRIEF DESCRIPTION OF THE DRAWINGS

The figures show schematically various phases of the
process of manufacturing a profile metal strip according
to the method of the invention, specifically:

FIG. 1 shows, in cross-section, the plated base metal
band from which the profile strip 1s formed;

FI1G. 2 shows the metal strip after the first processing
step;

FIG. 3 shows the metal strip after another intermedi-
ate processing step; and

FIGS. 4a, b, and ¢ show finished profile strlps in
Cross-section.

DESCRIPTION OF THE PREFERRED METHOD

As the starting material for the manufacture of a
profile strip, a metal band 2 of rectangular cross-section
is used having a layer 1 of another metal or metal alloy
deposited on one of its flat sides. The metal band as
shown in FIG. 1 is then formed, for example by rolling,
to have the plated side carrying the metal layer 1 arched
and to have a central groove extending along its oppo-
site side as shown in FIG. 2. Provision of the central
groove 3 greatly facilitates further forming of the strip
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and permits to provide the desired curved shape with-
out damaging the strip as the following step resides
simply in further folding the strip to close the groove 3
and -provide a relatively large curvature on the plated
side of the strip as shown in FIG. 3. The sides of the
groove are seen in FIG. 3 to be forced together so that
they are recognizable only as a fold line 4. The metal
layer 1 now completely covers the raised portion of the
metal strip with a coat M of uniform thickness. In a final

forming step the strip 2 may obtain a shape as shown in
FIGS. 44, b or c.

As shown in FIG. 4q, the raised plated side is angled
and the underside of the strip 2 1s flat.

As shown in FIG. 4b, the raised plated side is evenly
curved and there are projections 8§ formed at the under-
side of the strip, which projections facﬂitate the weld-
ing of the strlp onto a base member. |

As shown in FIG. 4c¢, the raised plated side is trape-
zoidal in cross-section and the underside of the strip s
also provided with projections 3.

I claim as my invention:

1. A method of forming a metal strip for electrical
contact members having a raised side uniformly plated
with a layer of at least one metal different from the
metal of which said strip consists, said method compris-
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ing the steps of: plating a flat metal strip on one of its flat
sides with a uniform layer of at least one other metal;
forming, 1n a first forming step, a central groove into
said metal strip such that said groove extends length-
wise of said metal strip along its underside opposite said
plated side and slightly bending said metal strip such
that the plated side is slightly curved; and, in a second
forming step, folding the flat metal strip together,
lengthwise, with said layer on the outer side so as to

close said groove and raise the plated side thereby ob-
taining the desired outside profile on the outside sirip
surface carrying said layer.

2. A method as recited in claim 1, wheretn a metal
alloy is deposited on said metal strip to form said layer.

3. A method as recited in claim 1 or 2, wherein the
layer deposited on said metal strip consists of at least
one precious metal.

4. A method as recited in claim 1, wherein the sides of
said metal strip are tapered.

5. A method as recited in claim 1, wherein said fold-
ing step is performed by rolling said strip.

6. A method as recited in claim 1, wherein said fold-

ing step i1s performed by stamping.
L * » * »
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